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Work Order ID 54914 
January 5, 2010 9:44:52 AM 

Item ID: D206-642-241 
Revision ID: 


Item Name: Replacement Skidtube 


Start Date: 05/01/2010 art Qty: 1.00 
Required Date: 18/01/2010 ve Req'd Qty: 1.00 


Reference: 
Approvais: Process Plan: ` ` LI. 
Qc: /- —. 

Sequence D ` ch Operation o p 
Work Center ID Description 
Daw Nor RevisionNbr ` 
` D2650 Rev F | 
100 

ann Pi èk ea 

DC Memo 

Document Control 

110 

UN See 

Skidtubes Memo 

Skidtubes 


Photocopy bluefile & type labels per PPP D206-642-241 


mmm ` 


Em 


Accept 


UI 


fe USt Item ID: 


UN) “Customer: 
` meer Tooling: 10 ates 
Date: — SPC (Y/N): m Date: | .— |. 
GERT Set Up/ Draw ` Draw Plan Accept 
u m Ni Run Hours REN. Number _ Rev. l Code Qty 
vue NNA kk kika = a 
0.00 


CHG00 ! 
75 AM atf oe. 
0.00 


0.00 


1-Deburr Fwd edge of tube! :2- Remove ridge on inside of Fwdedge of tube as 


per Dwg D265073-Weld Fwd Cap as per Dwg D2650. Use aluminum rod. 
Grind D2647 to fit as required. "Pick: ‘Qty Part Number ` 


DescriptionBatch “A/R 


120 
tn 
QC 


Quality Control 


Memo 


QC6- Inspect dimensions to drawing 


Aluminum Rod / OT AG 
"172 Belo 
0.00 - 
CRL S. ts Mi ok 
0.00 


» 


Page | 

setup Stare (M 
M OI 

E 


gd 


$ 


te 


* see TE 
NE WII 


Reject Insp. ` 
Number Stamp 


Reject 
Hp ` 


Dart rS Ltd E 
WORK ORDER CHANGES 


Approval j 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


NCR: 


Corrective Action Section B 


a $ of NC EI E ES 
zm | sree | eee $ A Initial Action Description Sign & hu C Chief E QC ES 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:MFORMSQuality Assurance\approved QANCRWO RevE 


Routing Print 


Page l of 5 
January 7, 2010 10:54:27 AM 
OO RoutingSeqID/ ^ WorkCenterID Tool Kit/Tape  StdProcessID/ Yield Queue Setup Machine Labor Move Var,Outpl/ 
Description/Memo Description Yo Time Time Time Time Time Outpl. LT 
Item ID: D206-642-241 ——— Mem Name: Replacement Skidtube ———— E at BEEN MEM 
Routing Type: Production 
100 DC 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
DOCUMENT 0.0000 0.0000 0.0000 0.0000 0.0000 
CONTROL PEE GEN : 
Photocopy bluefile & type labels per PPP. D206-642-241 CHGOOS 
SESCH e EE l 3 _ Total for Routing Sequence [ 100] : - 0.0000 ` 0.0000 0.0000 0.0000 0.0000 ` ^ 10.0000 
110 Skidtubes 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Skidtubes 00000 0.0000 © 0.0000 | 0.0000 | 0.0000 


1-Deburr Fwd edge of tube 
2- Remove ridge on inside of Fwd edge of tube as per Dwg D2650 


3-Weld Fwd Cap as per Dwg D2650. Use aluminum rod. Grind D2647 to fit as required. 


Pick: 
Qty ! Part Number: : Description( ]Batch 
A/RUIEI Aluminum Rod! ! 


4-Grind weld flush to cap on top surface only. 
5-Cut Aft end as per dwg 2650 from front of tube and Deburr EM 
6-Remove inner indexing ridge on Aft end of skidtube as per Dwg D2650 

7-Open holes for Aft end cap as per Dwg D2650 with #30 Drill Bit using DT8025. 


8-Drill pilot holes using Dt 8167. 


9-Locate DT8732 from inner Aft saddle hole & 3rd crossbolt hole. Insert D3286-1 doubler using DT8732 E D206-642-241-TI, then locating doubler off of 3/16" 
holes, cleco DT8732 & doubler leaving DT8732 for added support. 


10- Drill D3286-1 doubler rivet holes in tube using # 30 drill, spot drilling doubler at the same time. 
1 1-Working from the center out, drill # 30 holes into D3286-1 doubler. Cleco each hole as it is being drilled. Verify angle of holes to accommodate rivet heads. 


12-Remove 3/16" cleco's only and open GHW holes to Q0.500" as per Dwg D2650 
13-Remove D3286-1 doubers, identify orientation, deburr, then attach them to the workorder 
14-Remove indexing edge using DT8741 as per Dwg D2650 


15-C'sink GHW rivet holes as per Dwg D2650 


_ Total for Routing Sequence [ 110] : 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 


D 


Routing Print 
January 7, 2010 10:54:30 AM  —ć f NS 
= Routing Seq ID/ E Work Center ID ` Tool Kit/T ape 


Page 2 of 5 


Machine f Labor 


Std Process ID ` Yield Queue l Setup “Move — Var Outpl/ 


Description/Memo Description Yo Time Time Time Time Time Outpl. LT 
1 QC . i | QO6. © — — 100.0095 0.0000 0.0000 ` 0.0000 | 00000 0.0000. 0.0000 
QC6- Inspect 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 
dimensions to X ( 
drawing A > lè oule, m ech sd, 
en Sin E Ni m . . Total for Routing Sequence [120]: 0000 0.0000 ` 0.0000 0.0000 ` 0.0000 0.0000 
130 Skidtubes 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Skidtubes 0.0000 | 60.0000 0.0000 0.0000 ` 0.0000 ` 
1-Open crossbolt holes to @0.3125" 
2-Drill pilot holes using DT8028-3, then open to Q0.297" as per Dwg D2650. Open Aft cap hole #6. M KE / ) fi ( 
3-Deburr tube and blow out chips from inside the tube 
- i ab . "m ETA _ TotalforRouting Sequence [130]: — — 0.0000 ` 0.0000 0.0000 0.0000 0.0000 — 0.0000 
140 * "HandFinish HandFinishl 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Chemical 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 
Conversion Coat 
per QSI005 4.1 A lo EPI i 
i BEE 2 | Total for Routing Sequence | 140] : 0.0000 0.0000 0.0000 . 0.0000 0.0000 0.0000 
150 QC QC3 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QC3- Inspect Part 100.0096 0.0000 0.0, 0,0000 0.0000 .0000 
Finish Ma Mi a TOL a IG 
n w MP WEM , Total for Routing Sequence | 150] : 0.0000 ` 0.0000 &— 0.0000 ` 0.0000 0.0000 0.0000 
160 Skidtubes 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Skidtubes | 0.0000 | 0.0000 ` 0.0000 . 0.0000 0.0000 
1-Open holes to finished size as per Dwg D2650, D2650-3 Drilling Detail (without cutting fluid) 
2-C'sink crossbolt spacer holes as per Dwg D2650(without cutting fluid) l H l2 de SA 
3-Deburr and blow out all chips from inside the tube 
E Total for Routing Sequence | 160] : 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
170 QC QC6 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QC6- Inspect 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 


dimensions to 
drawing m ON 7 


_ Total for Routing Sequence [170]: 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 


Routin; Print 
8 Page 3 of 5 
January, 7, 2010 10: 54: 30 AM 
Routing Sed 1D)  WorkCenterID ` Tool Kit/Tape - | Std Process ID/ — Yield Queue — l ‘Setup ni Machine ^ Labor Move Var. Outpl/ i 
Description/Memo Description % Time Time Time Time Time _ Outpl. LT 
180 Skidtubes Ee E ^ 100.009 0.0000. 0.0000 0.0000 0.0000 -0.0000 0.0000 
Skidtubes . 0.0000 . 0.0000 0.0000 | 60.0000 | 0.0000  «— 
1-Locate, install and rivet doublers as per Dwg D2650. Micro-shave rivets as required 
2-Bond D2654-3 n in lace as per sE Ensure holes line up.Allow 12 Hrs. cure time before cutting 
Start Date: 4€ 74 * UF Time::! Y A E N 
Finish Date:' : Time: pr M lo - /- // 
Pick: 
Qty . -Part Number!" Descn RIES ER h 
AR x: :Sikaflex-291i._J | ASTL — Zä Sun 
Sikaflex expire date:(1 LO =D S -Q-O 
j TEM ICT — _Total for Routing Sequence [ 180] : 0.0000 — 0.0000 ` 0.0000 0.0000 0.0000 ` ^ 0.0000 
190 QC QCS 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QCS5- Inspect part 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 
completeness to 
step on W/O TA le . l D 
SE Total for Routing Sequence | 190]: 0000 0.0000 0.0000 0.0000 0.0000 p 0.0000 
200 Skidtubes " 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Skidtubes 0.0000 — 0.0000 0.0000 0.0000 0.0000 
I-remove alodine from around hole and prepare for welding BE Mg . 
2-Prep per OS) 005 and Insert D2649 crossbolt spacers. Weld as per QSI 004 and Dwg D2650. Remember to back drill each hole to 0.25" before welding the other 
side. Use aluminum rod. 
Pick: 
Qty: Part Numberi Description! ‘Batch 
A/R ` Aluminum Rod; | Al (A407 BE 10/1113 
3-Grind welds flush as per Dwg D2650. .. A hi 7v) PA / 
4-Using DT8733, insert (2) D3286-3 spacers as per QSI 004 and Dwg D2650. Remember to back drill each hole to 00.402" before welding other side. Use SS rod 
as required. 
AIR SS Rod! WOVE BE 10/91/15 W JO / ne 
5-Counterbore 5/16" x 0.750" deep except 7th hole from Aft end as per Dwg D2650. Deburr See , 
SE 8 Total for Routing Sequence | 200] : 0.0000 0.0000 0.0000. 0.0000 0.0000 0.0000 
210 - HandFinish 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 


HandFinishing 2 l i pe 0.0000 0.0000 0.0000 0.0000 0.0000 
Install D2680-041 Nut Plate as per Dwg D2650 L 


Total for Routing Sequence | 210] : 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 


Routing Print 


Page 4 of 5 
January 7, 2010 10:54:35 AM p MEN Ze 
= - Routing. Seq ID/ Work Center ID — Tool Kit/T ape Std Process ID/ Yield Queue Setup 2 “Machine Labor Move Var. Outpl/ j 
Description/Memo Description Yo Time Time Time Time Time Outpl. LT 
220 Ten ce e Qo —— 100.00% 0.0000 0.0000 00000 0.0000 0.0000. 0.0000 
OCH. Inspect visual — 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 
per QSI004- Fusion 
Welds Acs-Pwa.ao. Adie D ideales 
f SC e Total for Routing Sequence | 220]: — 0.0000 0.0000 ` 0.0000 ` 0.0000 0.0000 0.0000 
230 OC OC 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QCS5- Inspect part 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 
completeness to 
step on W/O mE > (otot20 " EE SE 
ME "D Total for Routing Sequence | 230] : 0.0000 ` 0.0000 ` 0.0000 ` 0.0000 0.0000 0.0000 
240 HandFinish HandFinish2 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
Pressure Wash per 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 
^ S1005 4.3 
jl. ee P NM ME PE m 
EE Total for Routing Sequence [240]: — 0.000 — 0400 00000 0.000 0.000 0000 
250 Powdercoat Powdercoat! 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
White 100.00% 0.0000 0.0000 0.0000 0.0000 0.0000 
. Gloss(Ref:4.3.5.1) 
Al per QSI005 4.3- 
l | | A | 30 : Alum p 
STARTTIME: (lid SA MO > LO 
OVEN TEMPERATURE: “YOY = AM , “Oi(= 
FINISH TIME: IZX1 Sa AA Z lo d 
SG EAS Total for Routing Sequence | 250] : . 90.0000 0.0000 ` 0.0000 ` 0.0000 0.0000 0.0000 
260 QC QC3 100.0096 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 
QC3- Inspect Part 109/0096 0.0000 0.00! 0.0000 0.0000 0.0000 
Finish po lo d / 7 A a 
Total for Routing Sequence | 260] : 0.0000 0.0000 0.0000 0.0000 0.0000 0.0000 


Routing, Print 
January 7, 2010. 10:54:36 AM 


Routing Seq ID/ 
Description/Memo 


Work Center ID 


‘Std Process ID/ “Yield l 


270 - HandFinish - 
HandFinishing 

1- Install inserts & wearpa¢ 
AIR," ISikaflex-291C 
Sikaflex expire date:l1 


2-Install D2651-3 O-Rings on D2651-1 plugs with Petroleum Jelly and install plugs as per Dwg D2650 (D2650-3 detail). Clean excess adhesive 


3-Install MS27039-4-06 Screw as per DEO 9153. 


l Tool Kit/Tape Queue Setup 
Description Yo Time Time 
00.00%. 0.0000 0.0000 

0.0000 


Ti 18 ZU e a drop of Sikaflex inside insert holes before installing wearpad/wearplate. a 
] 


4 -Install D2646 Aft Cap and sgal with Sikagex. lan excess adhesive 
A/RiIL1Sikaflex-291 54 ` 


Sikaflex expire date: (i 


5 -Wing Walk as per Dwg D2650-3 and QSI 005 4.4 


A/R Batch: 4 
Batch: NI | | ASYE 
300 | QC 
310 ~~ Packaging 
Packaging 
Identify and pack for shipping as per PPP D206-664-241 
Location: 
PPP Rev: 
320 QC 


Total for Routing Sequence | 270] : 


OCH 

QCS5- Inspect part 
completeness to 
step on W/O 


100.0096 
100.0096 


_ Total for Routing Sequence | 300] : 
100.0096 


Total for Routing Sequence | 310] : 
QC21 100.00% 


QC21- Final 100.00% 
Inspection - Work 
Order Release 


Total for Routing Sequence [320] : 


Total for Alternate Route [Production] of Item |D206-642-241]: 


_ 0.0000 0.0000 
0.0000 0.0000 
0.0000 0.0000 


E peluil2 4 


0.0000 0.0000 
0.0000 0.0000 
0.0000 0.0000 
0.0000 0.0000 
0.0000 0.0000 
0.0000 0.0000 
0.0000 — 0.0000 
0.0000 


0.0000 


0.0000 


Machine 
Time 


0.0000 — 


0.0000 


0.0000 — 
0.0000 
0.0000 


0.0000 
0.0000 
0.0000 ` 


0.0000 
0.0000 
0.0000 


0.0000 


0.0000 


Labor l 


Time 


“0.0000 
. 99000 — 


0.0000 — 


0.0000 
0.0000 


0.0000 
0.0000 
. 0.0000 


0.0000 
0.0000 
0.0000 


0.0000 


0.0000 


“Move 
Time 


0.0000 


_ 0.0000 


0.0000 
0.0000 
0.0000 


0.0000 
0.0000 
0.0000 


0.0000 
0.0000 
0.0000 


0.0000 


0.0000 


Page 5 of 5 


Var. Outpl/ 
Outpl. LT 
0.0000 


7 (alo a? 


0.0000 
0.0000 


0.0000 
0.0000 


0.0000 
0.0000 


0.0000 


0.0000 


Eé 


Work Order ID 54914 
January 5. 2010 9:44:52AM — — ——— 


EE ` 


Accent ` ` 


Ttem ID: D206-642-241 

Revision ID: 

Item Name: Replacement Skidtube F 

Start Date: 05/01/2010 Start:Qty: 1.00 VII WII Cust Jem ID: 

Required Date: 18/01/2010 Red Qty: 1.00 UI (NI Customer: 

Reference: 7 ji 

Approvals: Process Plan: | Date Tooling: Ee EEN 
o Date: _ SPC(Y/N): || 7 — Date o 

Sequence ID/ Operation sen ` Draw Draw Plan 

Work Center ID Description Run Hours Number Rev. Code 

130 > 0.00 

HIR MSS 

Skidtubes - Memo 0.00 

Skidtubes 1-Open crossbolt holes to Ø0.3125" 7:2-Drill pilot holes using DT8028-3, then 


open to Ø0.297" as per Dwg D2650. Open Aft cap hole #6.73-Deburr tube and 
blow out chips from inside the tube, 


140 Chemical Conversion Coat per QS1005 4.1 0.00 
ND 

HandFinish Memo 0.00 
Hand Finishing 

150 QC3- Inspect Part Finish 0.00 
NIR 

QC Memo 0.00 


Quality Control 


Page 2 


ES LOS 


NZ 


e ANE 


Cx 
igh 


EM 
um ` 


Accept Reject Reject Insp. 
Qty Qty Number Stamp ` 


xe s OU EU 


D 
LJ 
E 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


NE. m of NC Verification KA Ec 
LE eme NE. m A Initial Action Description Sign & Section C Chief KA OC Ec 
Chief Eng Chief Eng Date 


HMFORMS Quality Assurance\approved QANCRW O RevE 


Work Order ID 
January. 5, 2010 9:44: 52 AM 


54914 


E UEM 


Ec 


Qn 


Page 3 


IES OS 


Item ID: D206-642 241. 
Revision 1D: 
Item Name: Replacement Skidtube 
Start Date: — 05/01/2010 ` Start Qty: 1,00 LN Cust Item Jf: 
Required Date: 18/01/2010 Req'd Qty; 1.00 A Customer - 
Reference: 
Approvals: Process Plan: ` ` | u Date | . . . Tooling: Date 
QC: PERPE Date |... SPC (YIN): _ Date 
Sequence ID/ i Operation LS 7 ‘Set Up/ OO Draw Draw Plan ` 
Work Center ID Description Run Hours Number Rev. Code 
0.00 
D DR SES 
kidtubes Memo 0.00 
Skidtubes 1-Open holes to finished size as per Dwg D2650, D2650-3 Drilling Detail 
(without cutting fluid)22-C'sink crossbolt spacer holes as per Dwg 
D2650(without cutting fluid):.:3-Deburr and blow out all chips from inside the 
tube a 
170 QCé- Inspect dimensions to drawing 0.00 S 
HIM e ES A Y 
Qe Memo 0.00 
Quality Control 
0.00 
m (UI SS 
kidtubes Memo 0.00 
ES E ee A ECK 


So PEE a all ON de — 
SRA ky Sch: 
. VR -JA ~- - AO 
eng Mte” 


po 


A H 


Stoo HN 


Run Sere MAC 
“nn 


Rej j ect 
Qty 


Reject l Insp. 
Number Stamp 


Accept 
Qty 


E Teen. 


A ki e [© -6/- JJ , 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval T approval 
9 QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE |STEP Description of NC Corrective Action Section p Verification | Approval | Approval 


Section A Section C Chief Eng QC Inspector 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurancelapproved QA\NCRWO RevE 


Work Order ID 54914 
January 5, 2010 9:44:52 AM T 


Item ID: 
Revision ID: 
Item Name: 


D206-642-241 


Replacement Skidtube 


OS 


Start Date: 05/01/2010 Start Qty: 1.00 po l (l Cust Item ID: 

Required Date: 18/01/2010 Req'd Qty: 1.00 4 ` ADN Customers > $ 

Reference: ds 

Approvals: Process Plan: |. | — Date . . Tooling: — Date _ 
QC: | | | Date . .. SPC(Y/N): o Date: 2. 

Sequence ID/ Operation Set Up/ "Draw Draw Plan 

Work Center 1D Description Run Hours . . Number Rev. Code 

QC5- Inspect part completeness to step on W/O 0.00 


Monn 
QC 


Quality Control 


200 


tn 


Skidtubes 
Skidtubes 


210 


mann 


HandFinish 
Hand Finishing 


Ta 7 SAN E 


Memo 


0.00 
Skidtubes 


Memo 0.00 


1 -remove alodine from around hole and prepare for welding 2-Irsert D2649 
crossbolt spacers. Weld as per QSI 004 and Dwg D2650. Remember to back 
drill each hole to 0.25" before welding the other side. Use aluminum 

rod. Pick: QtyPart NumberDescriptionBat 


0.00 
HandFinishing 


Memo 0.00 
Install D2680-041 Nut Plate as per Dwg D2650 


- wen ` NNN 


Page 4 


setup se WE 
E 


Run zer WIR 
uu ` 


Accept Reject Reject - 
Qty Qty 


Qi .. 


Insp. 
Number Stamp 


E. Ze aula 


oc ¡12 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval | Approval 


QC Inspector 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Part No: PAR +: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 


HMFORMS Quality Assurance\approved QANCRWO RevE 


Work Order ID 54914 
January 5, 2010 9:44:52 AM 


Item ID: D206-642-241 


Revision ID: 


Item Name: Replacement Skidtube 


Start Date: 05/01/2010 


Required Date: 18/01/2010 Req'd Qty: 1.00 i1 Ni (NI 

Reference: ? 

Approvals: Process Plan: | | Date _ . 
QC: . uem Date 

Sequence ID — e Operation ` gl eem 

Work Center ID Description 


220 


ID) 
OC 


Quality Control 


imm 


Quality Control 


HIT 


HandFinish 
Hand Finishing 


Start Qty: 1.00 


QC9- Inspect visual per QSI004- Fusion Welds 


Memo 


QC5- Inspect part completeness to step on W/O 


Memo 


Pressure Wash per QS1005 4.3 


Memo 


-— Min 


Accept 


MAN AAA. setup sare TD 
stop MAN 
Cust Item ID: p 
Customer: CR : 
(o oU Run Stare [I ATL 
.. Tooling: M . Date: — 
Stop 
L SPECON: ` Date (UNI 
Set Up — m Draw Draw Plan | Accept Reject Reject l “Insp. 
Run Hours Number Rev. Code Qty Qty Number Stamp 
0.00 
(Qc 4 - 9b nao 
0.00 acu A also TI 
0.00 


0.00 


37 Sella D 7 


Start 


PU tove«|z e IOS 


Page 5 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
Approval 


DATE |STEP PROCEDURE CHANGE Chief Eng/ | APProval 


Prod Mar QC Inspector 


Part No: PAR it: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: — Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


LE of NC Verification Approval EI 
D ‘rer LE A Initial Action Description Sign & Section C QC E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRW O RevE 


Work Order ID 54914 
January 5, 2010 9:44: 52 AM 


L wm 


Page 6 


Kem ID:  D206642241 ` wn EAS 
Revision ID: 
item Name: — Replacement Skidtube stop II 
Start Date: 05/01/2010 Start Qty: 1.00 DA Cust Item ID: ef 
$ ; Required Date: 18/01/2010 Req'd Qty: 1.00 MI Customer: E 
Reference: 
E e e sai. n Run Stare WA 
Approvals: Process Plan: Date: — Tooling: Date: "EM 
Qc: Date: SPC (WIN: Date: — ge IHN ` 
Sequence ID/ _ E Operation AAA Set Up/ Draw Draw Plan Accept Reject Reject ns Insp. | 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
White Gloss(Ref:4.3.5.1) per QS1005 4.3-Alum 0.00 
ARTI A 
HO O MBAO wo oA maD- - 
Powder Coating START TIME: | U -d GAN -ovEN TEMPERATURE: 
( "FINISH TIME RICE 
260 QC3- Inspect Part Finish È 
MOI zm ele; VO 
QC Memo 
Quality Control 
0.00 
ITT: GE 
HandFinish Memo 0.00 


l- Install inserts & wearpads as per dwg D2922. Use a drop of Sikaflex inside 


. insert holes before installing wearpad/wearplate. . A/RSikaflex- 
i 291 l ikaflex expire date: /2/ Q Q 
x 3 O-Rings on D2651-1 plugs with Petroleum 


Hand Finishing 
2-Install D2651- 


Daw A BO a7/ (x) 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


JO: 
Approval 
DATE | STEP Chief Eng / 


Part No: PAR +: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 


Sign € 
Dat 


NOTE: Date & initial all entries 


H:MFORMS Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 54914 
January 5, 2010 9:44:52 AM ` 


Item ID: 
Revision ID: 


Item Name: 


D206-642-241 Accept 


E UU mwen 


"HINN see seere WU 


Replacement Skidtube i prop | H tll i d d 


Start Date: Start Qty: 1.00 (A ET Cust Item ID: P 

Reqijired Date: 18/01/2010 Req'd Qty: 1.00 IT = Customer: PE 

Reference: ki 

e M pac Ren ños so IR 
Approvals: Process Plan: | | | Date: ` Tooling: 2 2 Date: T 


Sequence ID/ 


Work Center ID 


280 


(DIEN 


HandFinish 
Hand Finishing 


290 
AA I 
OC 


Quality Control 


NU 
OC 


Quality Control 


ie ie Mën A A NE IL 


^ Operation 


Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Description Run Hours Number Rev. Code Qty Qty Number Stamp 
l 0.00 
HandFinishing 


Memo 0.00 A n 
1-Install D2646 Aft Cap and seal with Sikaflex. Clean excess achesive 27] Le 
A/RSikaflex-291 Mi LI | ASYE nen expire date: l O 2- 
Wing Walk as per Dwg D2650-3 and QSI 005 4.4. Batch: Ss 
gare ono AUR UA 


QC3- Inspect Part Finish 0.00 


Q9? S elk 


Memo 0.0 


QC5- Inspect part completeness to step on W/O 0.00 


a Val | e 


Memo 0.0 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval |^ Approval 


QC Inspector 


DATE | STEP PROCEDURE CHANGE Lg Chief Eng / 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


D (we ud B 2 of NC Corrective Action BSCHOn B id Ed = 


B 2 A Initial Action Description Sign & id C Chief Ed OC = 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


Work Order ID 54914. 
January 5, 5, , 2010 9: 44: 52 ka ac 8 


Page 8 


Hem am: D206- 642 241 ea 
Revision ID: 
Item Name: Replacement Skidtube 
Start Date: a 05/01/2010 Start Qty: 1.00 AN a. Cust Item ID: 
Required Eje: 18/01/2010 Req'd Qty: 1.00 LIN pa Customer 
Reference: : l 
Approvals: Process Plan: —_______. Date . . Tooling: ac korr 1 Date _ tou 
QC: ERA Geo Date | SPC (Y/N): Date Ye 
Sequence ID/ Operation ` | Set Up/ |. Draw Draw Plan | 
Work Center ID Description Run Hours Number Rev. Code 
0.00 
nn n 
Packaging Memo 0.00 
Packaging Identify and pack for shipping as per PPP D206664241 


APPLICABLE Location: PPP Rev: 5 d [ 0% 


QC2I- Final Inspection - Work Order Release 0.00 


mm 


Quality Control 


Memo 0.00 


“Accept 


AA UU 


o ON 


+ =. 1 
ECH 
5 


eon sare WOU 
aa 


Reject Insp. ` 
Number Stamp 


` Rej ect 
Qty Qty 


oad AN 


"m Ki 


10-2-4 


Dart Aerospace Ltd 


WORK ORDER CHANGES 
Approval 


| pare | Ed | PROCEDUECHANGE = | PROCEDUECHANGE = Chiet Eng; | Approval 


Prod Mar QC Inspector 


Part No: PAR st: Fault Category: NCR: Yes No DQA: Date: 


Resolution: - Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Se ÈS ES ES 


MIN of NC 
D EC MIN A Initial Action Description Sign & ÈS C Chief ES Qc Gs 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


Single-Level Bill 


January 7, 2010 11:03:13 AM 


Criteria : 


Single Level Bill of Material Standard Report As of: 


Item ID: d206-642-241, All Product Families, All Item Types, All Categories, All Buyers/Planners, 


1/07/10 


Parent Item ID D206-642-241 
Replacement Skidtube 


Item Name 


Item ID 


BOM Type Production 


™p3286-1 
"2647 
2600-1-160 
SD 2600-L 
2654-3 
"»CR3212-4-04 


02649 
"3286-3 
77D2680-041 
“> CR32124-03 
CCR264883-3 


>p2651-1 


N AN960JD416 


“ND2651-3 
55827039-1-08 


"S ALS4-1032-130 


"Ss MS27039-4-06 


“>AN960JDIOL 


Ss D3537-1 


Item Name 


Doubler 

Cap 

Extrusion Round 3" 206 
Web 

Cherry Rivet 
Cross Bolt Spacer 
Spacer 

Nut Plate 

Cherry Rivet 
Cherry Rivet 

Aft Cap 

Plug 

Washer 

O-Ring 

Screw 

Insert 

Screw 

Washer 

Weafpad 


Unit Measure Each 


2.0000 
1.0000 
1.0000 
1.0000 
52.0000 
18.0000 
2.0000 
1.0000 
2.0000 
2.0000 
1.0000 
18.0000 
1.0000 
18.0000 
46.0000 
44.0000 
1.0000 
46.0000 
4.0000 


Effective Start Date: 1/07/10. 


Page | of 2 


Replacement Item ID 


Replacement Item ID Qty/ Assy Unit Measure Eff. Start Date Eff. ZU 


Each 
Each 
Each 
Each 
Each 
Each 
Each 
Each 
Each 
Each 
Each 
Each 
Each 
Each 
Each 
Each 
Each 
Each 
Each 


BUZA K 117 Q) 


12/05/09 
12/05/09 $2 Woe Hoi? 

wmo 5343 w Wis 
12/05/09 BIER) LA m je, 
1/01/08 [«12642- u SANN 

12/05/09 LA BE "f Le 
12/05/09 L HO 643 BE of of (5 


12/05/09 & 5520] D Kei ien 
10108 MUDAR D k gite A 
1/01/08 (5554 H dii 


12/05/09 RB Hëloe (14) M.4£ fla) 


12/05/09 5 | 5 30) M- tfoila7 

vowos MÄI 32880. Jain) 273 
12/05/09 DA GIIY (ex) EEN 
TEE 0/27 


vows M Ilo S1] (ux) m, ifla) 


1/01/08 Niloq 06 | M id od 27 
1/01/08 Miloays PD ATA 
1/07/10 H 51678 


Mo Lihoil2?X 


Single Level Bill of Material Standard Report 


Parent Item ID D206-642-241 


Item Name Replacement Skidtube 
Iren Ip ` ItemName 
D3537-3 Wearpad 
ND3 535-13 Wearshoe 
> D3536-13 Gasket 
SS D3535-21 Wearshoe 
S D3536-21 Gasket 
N D3535-33 Wearshoe 
D3536-33 Gasket 


January 7, 2010 11:03:14 AM 


Unit Measure Each 


Replacement Item ID 


Replacement Item ID Qty/ Assy Unit Measure 


1.0000 - 
1.0000 
1.0000 
1.0000 
1.0000 
1.0000 
1.0000 


Single-Level Bill 


Each 
Each 
Each 
Each 
Each 
Each 


Each ae 


Eff. Start Date Eff. Stop Date 
omo B33 931 | mL tol» ak 
110710143875 q m- L loloi/a je 
uno 33761 (x) m 
10710337624 med | 
SECTAS VAN 
1/07/10 51642 Se UA 
1/07/10 g] Sa3 d lol ou lR% 


Page 2 of 2 


PART 
A dE E EE EE 


Fx T EE AAA RÁ 
[- | X | EI CI E 


[ NES CS CC 


A feas —— | 
Ce lees EE 
| |pmws le 
| mms — — — ]wB 


L| ^. x sees EE 
E pe 
O SER 


MATERIAL: N/A 
FINISH: -CHEMICAL CONVERSION COAT PER DART OSI 005 4.1 
-POWDER COAT WHITE (4.3.5.1) PER DART QS! 005 4.3 
BLACK ANTI-SKID PAINT AS INDICATED TO 0.5 ABOVE LOCATION RIDGE PER 
DART OSI 005 4.4 
TOLERANCES: PER DART QS! 018 UMLESS OTHERWISE NOTEG 
UNITS: INCHES UNLESS OTHERWISE NOTEO 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX 
IDENTIFICATION: NONE 
WEIGHT: N/A 
WELO PER DART QSI 004 
DAMAGE TOLERANCE ON FWD BEND: 
THERE SHOULD BE NO VISIBLE WRINKLES IN THE BEND FROM THE GROUND TO A HEIGHT OF S INCHES ABOVE THE 
GROUND. IT IS ACCEPTABLE TO POLISH OUT GOUGES UP TO 0.020 DEEP IN THE BENT PORTION OF THE TUBE. A 
MAXEAUM REDUCTION IN DIAMETER OF 9.150" IS ACCEPTABLE IM THE BENT PORTION GF THE TUBE. 
J BOND WEB INTO OUTER TUBE WITH SIKAFLEX-241-291 ADHESIVE PER BART OS! 015 
SERT D2651-1 PLUG C/W D2651-3 O-RING IN HOLES MARKED "P' (BOTH SIDES OF TUBE} 
y DALL 90.297 FOR ALS7-1032-130 INSERTS USING TEMPLATE DT8056-1 OM -1 TUBE, DT8055-3 ON -3 TUBE, DT8056-5 ON-5 
TUBE, AND DT8056-7 ON -7 TUBE. INSTALL INSERTS AFTER FINISH. 
Y TOLERANCES ARE PER DART OSI 018 UNLESS OTHERWISE NOTED 


8 7 6 5 


SHOP COPY "a 
RETURN TO 
ENGINEERING 


UNCONTROLLED C 
SUBJECT TO AMENDMEN Ni 


WITHOUT NOTICE 
WORK ORDER c 


NO. 


WA JOAO 


DRAWING UPDATED TO CURRENT STANDARDS. SHT 

4 6 ADDED. ALL SECTION AND DETAIL VIEWS ` 

TRANSFERED TO SETS. SHT 1 IN PL PART 02549 QTY} ASS 08.08.06 
UPDATED. SET 6 SECT TC GRIND INSTRUCTIONS 


DELETED FROM MOTE 7 (SEE NCR 239). 


| E | RMOVE CBORE, CHG DELL, ADD CHAMFER ] ce | 06.0330 
REDRAW, INCCRP. DEQT36/9153/9163 Kee 
MOD GROUND HANDIG QN 02650-1/-3 


[ c [CHANGE HOLE PATTERH AND FRONTEND} os | 97703 | 

ES AS MANUFACTURED CHENGES Les] son | 
NEW ISSUE 9. SS 

DESCRIPTION Re] os] 


Seed rel BART AEROSPACE USA, INC 
a PORT HADLOOK, MY. 
SS A 
meo. APR | A gen SHEET 10F 6 
eman | ag SCALE 
a a am 2087007 SKIDTUBE ASSEMBLIES NTS 


COPYRIGHT © 1987 BY BAT AEPUSSPACE USA, WW 
08. 08. 08 THISAACHAENT ES PRIVATE AND COMFICUNTIAL A: 0 E OANE DM DA PNIS CONTIS DICT IE ME 
“SOT TOE MD FOR Avi PURPOSE OP COED OF CHR TEC TO WEY TER PUNICOR OT 


Dart Aerospace Ltd 


Part No: PAR #: Fault Category: NCR: Yes No DQA: 
Resolution: Disposition: QA: N/C Closed: 


ae: Corrective Action Section B 


NOTE: Date & initial all entries 


HMFORMSWQuality Assurancelapproved QA\NCRWO RevE 


Approval 
Chief Eng / 
Prod Mgr 


Sch 


DETAIL F 
A36 


6 5 4 3 2 1 
63.85 13.50 
53.850 =) 1000 
: 5.00 | m 
DETAIL A v 36.90 HN | E nor 
Ces 5 HOLES @ 7.725 PITCH ; ] e 
6.503 : 
R30+1 3975 | pri 
Lef 52 231 
n EI ERES === = ei n ee n 
NO CRGRE THIS HOLE, — VI d DETAIL A 

174 D2554-1 WEB ON EITHER SIDE 


90.375 i 
17 PL PER SIDE | DETAIL B 
19.0008 
78 


4 TO BEND TANGENT 
96.5 roman — —À 


D2650-1 BENDING/DRILLING DETAIL 


FINISH HOLES PER DETAIL D cos 


ANTESKID PAINT DETAIL E ae 


3PL 


D 


P P 


D2650-1 ASSEMBLY/FINISHING DETAIL 


ee ae DART AEROSPACE USA, INC 
ee —] 


PORT HADLOCK, WA 

Eee | i] DRAWING NO. REV FI 
We apen IG |D2650 SHEET 20F6] 
ee a 7 TRE SCALE 


Incamem | A |206/407 SKIDTUBE ASSEMBLIES Lu 


DATE COPYRIGHT © 1997 BY CART KERZSCACE USA, INC 
08. 08. 08 DOCUMENT Ki PRATE AE COHEN DAL AND B Quz VE OM Y ESPEJO GE 
Lë EE Eeer | 


5 a 4 


Dart Aerospace Ltd S if 
WORK ORDER CHANGES 


: Approval 
DATE STEP PROCEDURE CHANGE Chief Eng / 
Prod Mgr 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: l Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


ES ATE eme a iM of NC Corrective Action Section B 


rd E ES 
a iM A Initial Action Description Sign & rd C Chief E OC ES 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


= 


8 , 7 6 5 4 3 2 1 
68.50 15.50 i 
63.50 s 10.06 
53.500 
DETAIL A Lon 
ces 
30.90 , 
" 77 SHOLES @ 7.725 PITCH 14.87 
f 3 6.506 | 
3.875 
E R30£1 IM 2.00 TO 
ean / A $225 TI] wt WEB 
5.0 ee EE EE EE BEEN e = e — €— — — 
Oy KES aS zi 
DO NOT CBORE THIS HOLE, N DETAIL A. 
02654-3 WEB dose ON EITHER SIDE DETAIL B 
18 PL PER SIDE TN 210022 
Ma 87.0 TO BEND TANGENT 
104.1 
D2650-3 BENDING/DRILLING DETAIL 
DETAIL F 
ane FINISH HOLES PER DETAIL D c26 DETAIL E 
ANTI-SKID PAINT 
ELEAS d 
(os 222 Y 
D2650-3 ASSEMBLY/FINISHING DETAIL 7 Eech 
DART AEROSPACE USA, INC 
pra JAS | PORT HADLOCK, WA | 
ocn LA foramen, REV. F| 
jure. | ZZ |D2650 SHEET 3CF6 
mowo | AA [me AE 
JDEAPPR. — | -Af |206/407 SKIDTUBE ASSEMBLIES ws 
DATE € 1887 GY DART AEROSPACE USA, IC 
08.08.08 LEE 
8 7 6 5 4 3 


2 1 


A 


Dart Ge Ltd 


— — a ORDER CHANGES 


Approval 
Prod Mgr nspector 


Part No: |. PAR ft: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
EL NE of NC Verification E E 
(we eme EL NE A Initial Action Description Sign & Section C Chief E QC E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFFORMS\Quality Assurancelapproved QA\NCRWO RevE 


DETAIL F 
A36 


17.4 
REF 


DETAIL A— 
086 


D2654-5 WES 


80625 
THIS LOCATION ONLY 
BITH SIDES 


19 PL PER SIDE 


100.3 TO BEND TANGENT 
1174 


D2650-5 BENDING/DRILLING DETAIL 


D2650-5 ASSEMBLY/FINISHING DETAIL 


DETAIL E ave 


PORT HADLOCK, WA 
DRAWING NO. REV. FI 
SHEET 4 OF $ § 
APPROVED THLE SCALE § 
bass | K [- 1206/407 SKIDTUBE ASSEMBLIES NTS] 
DATE COPYRIGHT © 1987 EY DART AERGSPACE USA ETC 


G8. 38. Q THIS OOCLONEN IS PATATE ANE) COWADENTAAL ANG UE BAF PUED ON Ce, DXNICSE CONTIS TLT LUT 
SOIG E AE KON AN SURA OE OE CRIED OE COMITE YE A IR CON RE 


3 è 1 


Dart Aerospace Ltd a 
W/O: WORK ORDER CHANGES 


Approval 
| pare | | sver | | PROCEDURE CHANGE = CHANGE Chief Eng / Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DAQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


NCR: 


ES n Descri Lee? on of NC Corrective Action Section B 


oa en ES 
EE A Initial Action Description Sign & oa C Chief en OC Ge 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurancelapproved QA\NCRWO RevE 


99.75 
93.50 


DETAL A 
Si 


30.90 
5 HOLES @ 7.725 PITCH 


209010 


90.375 


2: 
D 7 23 PL PER SIDE me 
WEB 90525 DETAIL A 
THIS LOCATION ONLY cas 5000 
BOTH SIDES 


10.000 


17.1 
REF 


121.5 TO BEND TANGENT 


1386 


D2650-7 BENDING/DRILL DETAIL 


DELEAS 


[eg 2427 404 


TAIL F 
A36 


ANTI-SKIO PAINT 


FINISH HOLES PER DETAIL D cog 


O SLR 

D2650-7 ASSEMBLY/FINISHING DETAIL 5 os -] DART AEROSPACE USA, INC | 
JORAWN | AS | PORT HADLOCK, WA 
ahe E 
MEG.APPR. IG |D2650 SHEET SOF 5 | 
E SOME 
ess | -j =f} 206407 SKIOTUBE ASSEMBLIES NTE 


ORTE 08.08. 08 ina eee ee 
ALTURA PEROAESEEON FI CAPIT AEROS EE UDA. INC. 


1 


Dart Aerospace Ltd » 


WORK ORDER CHANGES 
Approval 


| DATE | STEP PROCEDURE CHANGE EZ. | Approval 


Prod Mar QC Inspector 


Part No: — PAR tt: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


al 3 of NC — Ed E 
(owe sree al 3 A Action Description KES né Ec C Chief Ed OC E 
Chief Eng Chief Eng KES 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


SECTION C-C crs 
SCALE NONE 


D 2A A 7 6 
5.000 DRILL #30, CSINK Q0.229x100" 
INSTALL CR3212-4-04 RIVET 
375 26 PER DOUBLER 
1.250 03286-1 


DOUBLER (2) 


90.315 
REF 
ENLARGE TO 80.509 iN 03286-1 
ENLARGE TO €6.E25 IN TUBE 
DETAIL A c22 2PL PER SIDE 
SCALE 2X 072 
073 DETAIL B c; 
C24 SCALE2X C3 
ors 
C25 
06-5 
SEAL WITH 
4 SIKAFLEX-241/291 
END OF 
WEB j AFT CAP 
A DRILL #6 
20.204 REF 
BORE OUT END MS27039-1-08 SCREW (1) 
Or SKIDTUBE AN960JD10L WASHER (1) 
TO 0.75 OEPTH 2PL 
AND 0.070 WALL 
DETAIL E ez 
SCALE ZX 823 
SCALE 2X BLE 
15 
| 8 7 6 


( PER SIDE) ; 


D3286-3 SPACER 
2PL 
TG INSTALL D3286-14-3: À : D3285-1 
1. GRIND OFF FLANGE IN AREA SHOWN, DOUBLER 
FLUSH WITH ROUND TUBE REF 
2. LOCATE & DRILL D3286-1 DOUBLER 
USING DT3286-171 
3. ENLARGE HOLES IN D3286-1 TO 20.500 
4. ENLARGE HOLES IN TUBE TO 60.625 
ANO CHAMFER HOLE 0.030x45° 
5. RIVET 03285-1 TO TUBE 
6. (NSERT D3286-3 SPACER 
7. WELD IN PLACE. 
CCR284553-3 RIVET 2 PL 
34527039-4-08 SCREW (1) 
ANIENDS16 WASHER (1) 


CRIZIZA-OI RIVET 


REMOVE RIDGE OH 


12683-0461 NUTPLATE (1) 
02647 CAP (1) 


D2649 SPACER 


AFTER DRILLING AND BENDING ASSEMBLY 
PERFORM THE FOLLCAVING FOR (60.375 
HOLES ONLY: 

1. CHAMFER HOLE 0.030 X 45° 

2. INSERT D2649 SPACER 

3. WELD INTO PLACE AND GRIND FLUSH 


AKS7-1032-130 4. OBORE TO 30.313 X 0.75 OP 


REF 


DETAIL D ai; 
FOR 20.375 HOLES ONLY 843 
SCALE 3X ker 


DETAIL F NOTES: 
1. CUT TUBE LEVEL 
2PL 2. REMOVE RIDGE ON FWO SIDE 
3. LOCATE 02647 (TRIM AS NECESSARY) 
4. WELD D2547 IN PLACE PER DART OS 004 B 
5. GRIND FLUSH 
6. RIVET D2680-041 NUT PLATE IN PLACE 


NOTE: MASK THREADS IN 02683-0641 PRIOR 
TO FINISH 


ORIENTATION OF rossa 
D2680-041 li E L E A S E 
Soy IAR 
DETAIL E 4, 
SCALE NONE 893 
88-5 
S 72/4 
[DESIGN | P CS DART AEROSPACE USA, INC | 
DRAWN Drawn | AS | PORT RADLOCK, WA 
[CHECKED ` LA |DRAWNGNG. REV. FI 
we APPR | Æ | 02650 SHEETE OFS 
[aperoveo | JA lime SOME | 
|DEAPPR. | -W— |206/407 SKIDTUBE ASSEMBLIES 
DATE COPYFIGHT © 1997 BY DART AEROGPACE USA, INC 
08.08.08 KEE 
EE ExXa 
$ 4 3 2 1 


O yi 


Dart Aerospace Ltd 
W/O: 


DATE | STEP 


Resolution: 


` NOTE: Date & initial all entries 


| HMFORMS!Quality Assurancelapproved QANCRWO RevE 


WORK ORDER CHANGES 


PROCEDURE CHANGE 


Fault Category: 


Disposition: 


Corrective Acton 


NCR: Yes No DQA: . 


QA: N/C Closed: 


section B 


Approval 


~ 
Chief Eng / Approval 


Prod Mor QC inspector 


EZI 
OC EZI 


NO. at 


AWS D17.1.2001 
QUALIFICATION TEST RECORD 
Name: € , Cu, cv 
Job number: |»: Geson 


HEY SAAD 0 0 0 0 0 O 
Part number: DAX: caa: AI 


Description: ACiL ski 
Welding Process: Tigh] Mig[ ] 
Base materiel: D. 


Current: ACLA DC[ ] 


TEST REQUIREMENTS AND RESULTS 


Visual: pass[A fail ] 
Penetration: pass[ A fail[ ] 
UNACCEPTABLE 

Cracks: pas fail ] 
Undercut: pass[.4, faill ] 
Pin holes: pass[ A fail[ ] 
Overlap (cold lap) pass[/] fail ] 
Porosity (surface): pass[/[ fail[ ] 
Coloration: pass[/]  fai[ ] 


Date of Test Coupon CG 413 
Date of Test Coupon C9. LLL 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


H\FORMS\Production\approved.prod.\Welding Coupon Rev. A. 


